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become stiff and doughy, the remainder of the thin pap is
poured out, which leaves the moulded vessel hollow. The -
time for doing this is regulated according to the thickness
required for the article being formed. It is obvious that
if the clay pap only remain in the mould a very short time
before the pouring out of the superfluous matter, the
resulting shell, so to speak, of clay will be exceedingly thin.
The cast articles thus formed are carefully dried in the
" green state," as it is termed, and are afterwards united
by means of slip to the vessels prepared to receive them.
Imitation flowers, leaves, etc., as in Dresden china, may
be produced in this way, but the operation requires, as
will be readily understood, exceeding delicacy of treat-
ment.

Glazing consists in applying enamel, in a semi-liquid
form, to the surfaces of the stone or earthen ware, and this
must, to be good, possess the same power of contraction
and expansion as the material upon which it is applied.
In Staffordshire three different glazes are employed; one
for common pipeclay, another for the finer quality of pipe-
clay ware, to receive impressions called printing body, and
a third for ware which has to be ornamented by painting.
The first glaze is composed of whitelead 53 parts, Cornish
stone 16 parts, ground flints 36 parts, and flint glass
4 parts. These" ingredients, excepting the whitelead, are
ground to a fine powder and made into a thin paste with
water.

The glaze to be printed upon in metallic colours consists
of white felspar 26 parts, fused or "fritted" with soda 6
parts, nitre 2 parts, and borax 1 part. To each 20 Ibs. of
this " frit" are added '26 parts of felspar, 20 parts of white-
lead, 6 of ground flints, 4 of chalk, 1 part of oxide of tin,